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[57] ABSTRACT 
A novel catalyst?composition for vapor-phase oxida 
tion of butenesawhich is active at a temperature in the 
range from 250° to 450°C and capable of converting 
n-butenes and 1 iso-butene selectively into 1,3 
butadiene and methacrolein, respectively. The said 
catalyst composition contains tungsten, molybdenum, 
tellurium, antimony and oxygen, one combination se 
lected from among (a) nickel and cobalt, (b) nickel 
and iron, (c) nickel, cobalt and bismuth and (d) 
nickel, iron and bismuth, and at least one member se 
lected from the group consisting of potassium, rubid 
ium and cesium. Phosphorus and/or tin may also be 
added to the catalyst composition. 

5 Claims, No Drawings 
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CATALYST COMPOSITION FOR OXIDATION OF 
BUTENES 

This invention relates to a novel catalyst composition 
for vapor-phase oxidation of butenes. 
Methacrolein is a useful substance as it is and also as 

an intermediate for preparation of methacrylic acid. 
Butadiene is also an important chemical. It is already 
known to prepare simultaneously butadiene and meth 
acrolein by vapor-phase catalytic oxidation of a mix 
ture of n-butenes (including l-butene, cis-2-butene, 
and trans-Z-butene) and iso-butene, as disclosed in 
British Patent Speci?cations No. 1,286,081, No. 
1,286,082, No. 1,286,083 and U5. Pat. No. 3,159,688. 
Processes for preparation of butadiene by oxidative de 
hydrogenation of n-butene are disclosed in Belgian Pa 
tent Speci?cation No. 757,476, etc. Preparation of 
methacrolein from isobutylene in a manner analogous 
to that of acrolein from propylene has been known for 
a long time, but with poor results as compared with the 
case of oxidation of propylene. Recently, improved 
methods of oxidation of isobutylene are proposed, as 
disclosed in Belgian Patent Speci?cations No. 769,689 
and'No. 774,905. However, according to these meth 
ods, selectivity to methacrolein is comparatively low, 
namely from 65 to 73%. 
An object of the present invention is to provide a 

novel catalyst composition suitable for obtaining meth 
acrolein from iso-butene. 
Another object of the present invention is to provide 

a novel catalyst composition suitable for obtaining 1,3 
butadiene from n-butenes. 

Still another object is to provide a novel catalyst 
composition which can oxidize selectively butenes at 
high conversions at a reaction temperature of 450°C or 
lower. 
The present invention provides a process for produc 

tion of methacrolein, 1,3-butadiene or both, which 
comprises contacting n-butenes and/or iso-butene at an 
elevated temperature in a vapor phase in the presence 
of molecular oxygen with a catalyst composition which 
consists essentially of tungsten, molybdenum, tellu 
rium, antimony and oxygen and additionally contains 
one combination selected from among (a) two-member 
combination of nickel and cobalt, (b) two-member 
combination of nickel and iron, (c) three-member 
combination of nickel, cobalt and bismuth and (d) 
three-member combination of nickel, iron and bismuth 
and further contains at least one of potassium, rubid 
ium and cesium. Addition of tin to the catalyst compo 
sition of the present invention is preferred to make the 
catalyst life longer. Phosphorus may also be added to 
the catalyst composition, if desired. When iso-butene is 
used as the starting material in practicing the reaction 
according to the process of the present invention, 
methacrylic acid is also obtained in lesser amounts to 
gether with methacrolein. Similarly, when a mixed gas 
containing n-butenes and iso-butene is used, 1,3 
butadiene, methacrolein and a small amount of meth 
acrylic acid are obtained. 
The state in which the catalyst of this invention exists 

is not critical in any way, but the catalyst is preferably 
in the form of the oxidation product of that which has 
the metallic elements combined in some manner or 
other rather than in the form of a mixture of the oxides 
of these elements. 
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2 
In the catalyst composition to be used in the present 

invention, the atomic ratios of phosphorus and respec 
tive metallic elements may be widely varied without 
losing higher catalytic activity, but the ranges of atomic 
ratios suitable for practical applications are as follows. 
The atomic ratio of tungsten to molybdenum (W/Mo) 
is from 0.01 to 100, preferably from 0.02 to 50. The 
atomic ratio of tellurium to the sum of tungsten and 
molybdenum (Te/(W + Mo)) is from 0.01 to 0.2, pref 
erably from 0.02 to 0.15. The atomic ratio of phospho 
rus to the sum of tungsten and molybdenum (P/(W + 
Mo)) is from 0 to 1, preferably 0.02 to 0.3. The atomic 
ratio of antimony to the sum of tungsten and molybde 
num (Sb/(W + Mo)) is from 0.01 to 1, preferably from 
0.1 to 0.3. The atomic ratio of tin to the sum of tung 
sten and molybdenum (Sn/(W + Mo)) is from 0 to 1. 
As to the proportion of the combination (a), (b), (c) 
or (d) as mentioned above which is selected from the 
group of metals consisting of nickel, cobalt, iron and 
bismuth, the atomic ration of said combination to the 
sum of tungsten and molybdenum is desired to fall in 
the range offrom 0.08 to 2 with respect to the total of 
the metallic members involved and in the range of from 
0.02 to 1 with respect to each of the metallic members 
involved. Potassium, rubidium, and/or cesium are 
added in an amount of 0.0005 to 0.3, preferably 0.002 
to 0.1, in terms of the atomic ratio to the sum of tung 
sten and molybdenum [(K, Rb and/or Cs)/(Mo + W)]. 
The catalyst of the present invention may be used 

supported on' any of the well-known carriers such as sil 
ica gel, silica-alumina, corundum, silicon carbide and 
pearlite. ’ 

For preparation of the catalyst of the present inven 
tion, any conventionally known procedure may practi 
cally be used. A typical procedure comprises the steps 
of evaporating to dryness either the aqueous solution or 
suspension of raw materials of the catalyst and subse 
quently calcining the evaporation product in the air. 
The raw materials for the catalyst are desired to be in 
the form of metals, oxides or chlorides thereof, or 
acids, ammonium salts, nitrates or the like which are 
convertible into oxides by calcination. It is also permis 
sible to use raw materials having respective metallic el 
ements chemically combined such as ammonium phos 
photungstate, telluromolybdic acid and stannomolyb 
dic acid. 
The starting n-butenes or iso-butene used for the re 

action may contain impurities such as n-butane, iso 
butane and the like. The composition of the isomers of 
n-butenes is not critical, since l-butene, cis-2-butene, 
and trans-Z-butene which constitute n-butenes are eas 
ily isomerized on the catalyst. As the oxygen source to - ‘ 
be used for the present invention, air is preferably used 
from an economical standpoint. The molar ratio of oxy 
gen to butenes in the feed gas may be within the range 
from 0.1 to 5, preferably from 0.2 to 3. Both concentra 
tions of oxygen and butenes in the feed gas are each 
from 1 to 20 vol.%, preferably, from 3 to 15 vol.%. In 
order to maintain the concentrations at said levels, the 
feed gas is diluted suitably with other gases such as ni 
trogen, steam, carbon dioxide, butane, etc. 
The reaction may be conducted either under normal 

or increased pressure. The reaction temperature is 
from 250° to 450°C, preferably from 300° to 390°C. 
The contact time is preferably within the range from 
0.5 to 10 seconds. Although the reaction temperature 
may be elevated to higher than 450°C, it is not favor 
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able because side reactions are more predominant and 
the catalyst life is shortened. 
The present invention is further illustrated by refer 

ring to the following Examples, wherein “parts” signify 
“parts by weight” and conversion and selectivity are 
defined as follows: 

Butene charged Butene unaltered 
(moles) (moles) 

Conversion(%) X 100 

: Butene charged (moles) 

Product( 1,3-butadiene, methacrolein 
and/or methacrylic acid) (moles) 100 
._—__—.___— X 

Butene charged (moles) — 
Selectivity(%) = 

' Butene unaltered (moles) 

EXAMPLE 1 

In 50 parts of water, 2.25 parts of ammonium para 
tungstate were dissolved. To this solution was added a 
solution having 35.3 parts of ammonium paramolyb 
date dissolved in 200 parts of water and 100 parts of sil 
icon carbide and 4.9 parts of antimony oxide were 
added thereto. Furthermore, a mixed solution having 
20.2 parts of iron nitrate and 43.7 parts of nickel ni 
trate dissolved in 500 parts of water and a solution hav 
ing 2.57 parts of potassium nitrate dissolved in 20 parts 
of water were added to the solution, than a solution 
having 16.2 parts of bismuth nitrate dissolved in 50 
parts of 10% nitric acid and a solution having 3.8 parts 
of stannous chloride dissolved in 50 parts of water were 
added thereto. Finally, 0.95 parts of 85% phosphoric 
acid were added to the solution. The mixture thus pre 
pared was evaporated to dryness under stirring and 
then calcined under air stream at 500°C for 5 hours. 
The calcined product was incorporated with 5.35 parts 
of tellurium dioxide and, after thorough mixing, pel 
leted to provide for use as catalyst. 
A feed gas containing 5.4% of a mixed butene (l 

butene: 39%; cis-2-butene: 10%; trans-2-butene: 10%; 
isobutene: 41%), 12.6% of oxygen, 35% of steam and 
47% of nitrogen (all ‘%’ are ‘mole %’) was charged into 
the catalyst layer maintained at 365°C and the reaction 
was carried out at a contact time of 3.6 seconds. 
The produced gas was analyzed by gas chromatogra 

phy to give the result as shown in the Table. 

' EXAMPLE 2 

In 600 parts of water, 27.0 parts of ammonium para 
tungstate were dissolved. To this solution were added 
4.9 parts of antimony oxide. A solution having 35.3 
parts of ammonium paramolybdate dissolved in 200 
parts of water and a mixed solution having 13.5 parts 
of iron nitrate and 4.9 parts of nickel nitrate dissolved 
in 100 parts of water were further added to the solu 
tion. Then, a solution having 32.3 parts of bismuth ni 
trate dissolved in 150 parts of 10% nitric acid and a so 
lution having 1.54 parts of potassium nitrate dissolved 
in 20 parts of water were added to the solution, fol 
lowed further by addition of 5.6 parts of tellurium diox 
ide. The mixture thus prepared was evaporated to dry 
ness under stirring, dried at 130°C and thereafter pel 
leted. The pelleted product was calcined under an air 
stream at 500°C for 5 hours and provided for use as cat 
alyst. 
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4 
By the use of the above catalyst, Example 1 was re 

peated, but the catalyst layer was maintained at 370°C. 
The result is given in the Table. 

EXAMPLE 3 

In 600 parts of water were dissolved 38.5 parts of am 
monium paratungstate. To this solution were added 
100 parts of silicon carbide powders and 0.69 parts of 
antimony oxide powders. Furthermore, a solution hav 
ing 5 parts of ammonium paramolybdate dissolved in 
200 parts of water, a mixed solution having 2.7 parts of 
cobalt nitrate and 2.8 parts of nickel nitrate dissolved 
in 100 parts of water and a solution having 0.863 parts 
of potassium nitrate dissolved in 20 parts of water were 
added to the solution. Subsequently, 5.0 parts of 85% 
phosphoric acid were added to the solution, followed 
?nally by addition of a solution having 2.1 parts of stan 
nous chloride dissolved in 50 parts of water. The mix 
ture was evaporated to dryness under stirring over a 
water bath. Then, the product was calcined under air 
stream at 500°C for 5 hours. After the calcined product 
was incorporated with 4.1 parts of tellurium dioxide 
and mixed thoroughly, it was pelleted to provide for use 
as catalyst. 
By the use of this catalyst, Example 1 was repeated, 

but the catalyst layer was maintained at 360°C. The re 
sult is listed also on the Table. 

EXAMPLE 4 

In 600 parts of water were dissolved 38.5 parts of am 
monium paratungstate and to this solution were added 
73 parts of antimony oxide powders and 100 parts of 
silicon carbide powders. Furthermore, a solution hav 
ing 35.3 parts of ammonium paramolybdate dissolved 
in 200 parts of water, a mixed solution having 33.7 
parts of iron nitrate and 8.3 parts of nickel nitrate dis 
solved in 200 parts of water and a solution having 2.57 
parts of potassium nitrate dissolved in 20 parts of water 
were added to the solution. Subsequently, 6.6 parts of 
85% phosphoric acid were added to the solution, fol 
lowed ?nally by addition of a solution having 30.0 parts 
of stannous chloride dissolved in 300 parts of water. 
The ‘mixture was evaporated to dryness under stirring 
over a water bath. The product was then calcined 
under air stream at 500°C for 5 hours. After the cal 
cined product was incorporated with 6.8 parts of tellu 
rium dioxide and mixed thoroughly, it was pelleted to 
provide for use as catalyst. 
Example 1 was repeated by the use of this catalyst, 

but the catalyst layer was maintained at 330°C, 
whereby the result as shown in the Table was obtained. 

EXAMPLE 5 

In 100 parts of water were added 4.5 parts of ammo 
nium paratungstate and to this solution were added 4.9 
parts of antimony oxide. Furthermore, a solution hav 
ing 35.3 parts of ammonium paramolybdate dissolved 
in 200 parts of water, a mixed solution having 4.8 parts 
of cobalt nitrate and 19.4 parts of nickel nitrate dis 
solved in 100 parts of water and a solution having 1.26 
parts of rubidium chloride dissolved in 20 parts of 
water were added to the solution. Subsequently, a solu 
tion having 8.1 parts of bismuth nitrate dissolved in 60 
parts of 10% nitric acid and 1.9 parts of 85% phos 
phoric acid were added to the solution, followed fur 
ther by addition of 2.5 parts of stannic oxide and 0.8 
parts of tellurium dioxide. The mixture was evaporated 
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to dryness under stirring over a water bath and, after 
drying at 120°C, pelleted and calcined under air stream 
at 500°C for 5 hours to provide ‘for use as catalyst. 
Example 1 was again repeated by thev use'of this cata 

lyst, but maintaining the catalyst layer at 360°C, to ob 
tain the result as shown in the Table. 

EXAMPLE 6 
A catalyst was prepared in the same manner as de 

scribed in Example 1 except that 085 parts of potas- . 
sium nitrate and 1.24 parts of rubidium nitrate were 
used in place of 0.85 parts of potassium nitrate. Oxida 
tion of the mixed butene was conducted under the 
same conditions as in Example l by the use of this cata 
lyst, but the catalyst layer was maintained at 360°C. 
The result is listed on the Table. 

EXAMPLES 7 — 12 

In Examples 7 — 12, the same catalysts as prepared in 

6 
same conditions as in Example 7 by the use of this cata 
lyst. The results are listed on the Table. 

EXAMPLE 20 

A catalyst was prepared in the same manner as de 
scribed ‘in Example 1, except that 3.25 parts of cesium 

' nitrate were used in place of 2.57 parts of potassium ni 

15 

Examples 1 — 6 were used, respectively. A feed gas con- 20 
taining 5% of iso-butene, 10% of oxygen, 35% of steam 

trate. Oxidation of iso-butene was conducted under'the 
. same conditions as in Example 7 by the use of this cata 
lyst. The results are set forth on the Table. 

EXAMPLE 21 

A catalyst were prepared in the same manner as de~ 
scribed in Example 1, except that 0.98 part of cesium 
nitrate and 0.84 part of potassium nitrate were used in 
place of 2.57 parts of potassium nitrate. Oxidation of 
iso-butene was conducted under same conditions as in 
Example 7 by the use of this catalyst. The results are set 
forth on the Table. 

Total se 
leetivity 

Conver< Selec- of meth 
Conver- sion of tivity acrolein 

Reaction sion of iso‘ of 1,3- and meth 
Example tempera- n-butene butene butadiene acrylic 

No. Catalyst ture (%) (%) (%) acid (%) 

°C 
1 (W-Mo-Te-Sb-O)-Sn-P(Fe-Ni-Bi)-K 365 90.0 93.0 85.0 91.0 
2 (W-Mo»Te-Sb-O)-P-(Fe-Ni-BiyK 370 89.0 93.0 83.0 89.0 
3 (W-Mo-Te-Sb-O)-Sn-P-(Co‘Ni)-K 360 89.0 92.5 85.0 90.0 
4 (W-Mo-Te-Sb-O)-Sn-P-(Fe-Ni)-K 330 90.0 92.0 82.0 85.0 
5 (W-Mo-Te-Sb-O)-Sn-P-(Co-Ni)-Rb 360 90.5 91.0 84.5 87.0 
6 (W-Mo-Te-Sb-O)-Sn-P-(Fe-Ni—Bi)-(K-Rb) 360 92.0 95.0 85.0 90.0 
7 (W-Mo-Te~Sb-O)-Sn-P-(Fe-Ni-Bi)-K 350 — 96.0 — 82.0 
8 (W-Mo-Te-Sb-O)~P-(Fe-Ni-Bi)-K 345 — 90.0 — 81.0 
9 (W-Mo-Te'Sb-O)-Sn-P-(Co-Ni)-K 370 — 95.0 — 83.0 
10 (W-Mo-Te-Sb-O)-Sn-P-(Fe~Ni)-K 365 — 92.0 — 80.0 
1 1 (W-Mo—Te-Sb-O)-Sn-P-(Co-Ni)-Rb 365 — 92.0 — 80.0 
12 (W-Mo-Te-Sb-O)-Sn-P~(Fe-Ni-Bi)-(K-Rb) 360 — 94.0 — 85.0 
13 (W-Mo-TE-Sb-O )-Sn-P-( F e-Ni-Bi )-K 330 95.0 — 80.5 — 
14 (W-Mo~Te-Sb-O)-P-( Fe-Ni-Bi)-K 350 91.0 —- 81.0 — 
l5 (W-Mo-Te-Sb-O )-Sn-P-( Co-Ni )-K 370 95.0 — 80.0 - 
16 (W-Mo-Te-Sb-O)-Sn-P-(Fe-Ni)-K 365 90.5 — 81.0 ~ 
17 (W-Mo-Te~Sb-O)~Sn-P-(Co-Ni)-Rb 330 84.5 — 80.5 _ 
18 (W-Mo-Te-Sb-O )~Sn-P-( Fe-Ni-Bi )-( K-Rb) 340 90.0 — 83.0 — 
19 (W-Mo-Te-Sb-O)-Sn-(Fe-Ni-Bi)-K 345 — 96.0 -- 80.5 
20 (W-Mo-Te-Sb~0)-Sn-P-(Fe-Ni-Bi)-Cs 385 — 91.0 — 83.5 
21 (W-Mo-Te‘Sb-O )-Sn-P-( Fe-Ni-Bi )-( Cs-K) 375 — 92.0 — 86.7 

and 50% of nitrogen (all ‘%’ are ‘mole %’) was charged 
into each catalyst layer maintained at the respective 
temperature as set forth in the Table. All the reactions 
were carried out at the contact time of 4.8 seconds. 
The results are set forth on the Table. 

EXAMPLES 13 - 18 

The same catalysts as prepared in Examples 1 — 6 
were used, respectively, in Examples 13 — 18. A feed 
gas containing 4% of n-butenes, 10% of oxygen, 35% 
of steam and 51% of nitrogen (all ‘%’ are ‘mole %’) was 
charged into each catalyst layer maintained at the re 
spective temperature as set forth in the Table. All the 
reactions were carried out at the contact time of 3.6 
seconds. The results are also listed on the Table. 

EXAMPLE 19 

A catalyst was prepared in the same manner as de 
scribed in Example 1 except phosphoric acid was not 
used. Oxidation ofiso-butene was conducted under the 

60 

65 

What we claim is: 
1. The catalyst composition for the vapor-phase oxi 

dation of butenes at a temperature in the range of 
250°—450°C which oxidizes n-butenes and iso-butene 
respectively to 1,3-butadiene and methacrolein respec 
tively, consisting essentially of: 
a ?rst component of a mixture of oxides of tungsten, 
molybdenum, tellurium and antimony, wherein the 
W/Mo atomic ratio ranges from 0.01 to 100, the 
Te/(W+Mo) atomic ratio ranges from 0.01 to 0.2, 
and the Sb/(W+Mo) atomic ratio ranges from 0.01 
to 1; 
second component of one metal oxide mixture of 
nickel and cobalt; nickel and iron; nickel, cobalt 
and bismuth; or nickel, iron and bismuth; wherein 
the atomic ratio of the combined metals of each 
metal oxide mixture to W+Mo is in the range of 
008-2 and wherein the atomic ratio of the individ 
ual metals of each metal oxide mixture to W+Mo 
is in the range of 002-1; and 
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a third component of at least one alkali metal oxide 
selected from the group consisting of potassium, 
rubidium and cesium, wherein the atomic ratio of 
the alkali metal of each alkali metal oxide or each 
alkali metal oxide mixture to W+Mo ranges from 
0.0005 to 0.3. 

2. The catalyst composition of claim 1, which further 
comprises the presence of tin oxide, wherein the 
Sn/(W-l-Mo) atomic ratio has an upper limit of 1. 
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3. The catalyst composition of claim 1, which further 

comprises the presence of phosphorous oxide, wherein 
the P/(W+Mo) atomic ratio has an upper limit of l. 

4. The catalyst composition of claim 1, wherein said 
alkali metal is potassium or rubidium. 

5. The catalyst composition of claim 1, wherein said 
second component is a metal oxide mixture of nickel, 
iron and bismuth. 

' =|< * * * * 


